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DETAILED ACTION 

Information Disclosure Statement 

1 . The information disclosure statement filed 4/3/08 fails to comply with the 
provisions of 37 CFR 1 .97, 1 .98 and MPEP § 609 because the information disclosure 
statement does not list each publication identified by publisher, author (if any), title, 
relevant pages of the publication, date, and place of publication. It has been placed in 
the application file, but the information referred to therein has not been considered as to 
the merits. Applicant is advised that the date of any re-submission of any item of 
information contained in this information disclosure statement or the submission of any 
missing element(s) will be the date of submission for purposes of determining 
compliance with the requirements based on the time of filing the statement, including all 
certification requirements for statements under 37 CFR 1 .97(e). See MPEP 
§ 609.05(a). 

Specification 

Applicant is reminded of the proper language and format for an abstract of the 
disclosure. 

The abstract should be in narrative form and generally limited to a single 
paragraph on a separate sheet within the range of 50 to 150 words. It is important that 
the abstract not exceed 150 words in length since the space provided for the abstract 
on the computer tape used by the printer is limited. The form and legal phraseology 
often used in patent claims, such as "means" and "said," should be avoided. The 
abstract should describe the disclosure sufficiently to assist readers in deciding whether 
there is a need for consulting the full patent text for details. 

The language should be clear and concise and should not repeat information 
given in the title. It should avoid using phrases which can be implied, such as, "The 
disclosure concerns," "The disclosure defined by this invention," "The disclosure 
describes," etc. 
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2. The abstract of the disclosure is objected to because the form and legal 
phraseology often used in patent claims, such as "means" and "said," should be 
avoided. Correction is required. See MPEP § 608.01(b). 

Claim Rejections - 35 USC §112 
The following is a quotation of the second paragraph of 35 U.S.C. 112: 

The specification shall conclude with one or more claims particularly pointing out and distinctly 
claiming the subject matter which the applicant regards as his invention. 

3. Claims 1 -20 are rejected under 35 U.S.C. 1 1 2, second paragraph, as being 
indefinite for failing to particularly point out and distinctly claim the subject matter which 
applicant regards as the invention. 

Claims 19-20 are rejected as failing to define the invention in the manner 
required by 35 U.S.C. 112, second paragraph. The claim(s) are narrative in form and 
replete with indefinite and functional or operational language. The structure which goes 
to make up the device must be clearly and positively specified. The structure must be 
organized and correlated in such a manner as to present a complete operative device. 
The claim(s) must be in one sentence form only. Note the format of the claims in the 
patent(s) cited. For example, it is unclear what is referred to by the term it. 
Furthermore, it is unclear how a tool can be returned within a subsequent period of time 
after the returning? 

The term "substantially" in claim 1 is a relative term which renders the claim 
indefinite. The term "substantially" is not defined by the claim, the specification does 
not provide a standard for ascertaining the requisite degree, and one of ordinary skill in 
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the art would not be reasonably apprised of the scope of the invention. The position 
has been rendered indefinite by the use of the term substantially. 

Claim Rejections - 35 USC § 102 
The following is a quotation of the appropriate paragraphs of 35 U.S.C. 102 that 
form the basis for the rejections under this section made in this Office action: 

A person shall be entitled to a patent unless - 

(b) the invention was patented or described in a printed publication in this or a foreign country or in public 
use or on sale in this country, more than one year prior to the date of application for patent in the United 
States. 

(e) the invention was described in (1) an application for patent, published under section 122(b), by 
another filed in the United States before the invention by the applicant for patent or (2) a patent 
granted on an application for patent by another filed in the United States before the invention by the 
applicant for patent, except that an international application filed under the treaty defined in section 
351 (a) shall have the effects for purposes of this subsection of an application filed in the United States 
only if the international application designated the United States and was published under Article 21(2) 
of such treaty in the English language. 

4. Claims 1-10, 13, 17, 19-20, are rejected under 35 U.S.C. 102(b) as being 
anticipated by U.S. Pat. No. 5,413,522 to Husson. 
Husson teaches the following: 

19. A method for machining a workpiece by means of a rotating tool provided 
with at least one cutting edge (Figs. 1 , 2, element 1 1 ), in which method a machining 
operation is interrupted at predetermined time intervals, the tool is moved away from the 
workpiece, and a wear measurement is subsequently carried out on the tool (Col. 3, 
lines 3-36; Col. 2, lines 57-63), comprising: 

returning the tool, after conducting a wear measurement thereof, into a feed 
position assumed by the tool before an interruption of a machining operation and within 
a subsequent period of time after said returning step (Col. 3, lines 1 - Col. 5, lines 23, 
the examiner respectfully submits that the deburring of a part and the measurement of a 
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point continued alternately, wherein the trajectory is not yet calculated the grinding 
wheel is not yet displaced to compensate for wear (until for example, 8 cycles, see Col. 
3, lines 29-36) is returning the tool, after conducting a wear measurement thereof, into a 
feed position assumed by the tool before an interruption of a machining operation and 
within a subsequent period of time after said returning step); 

continuously feeding said tool into contact with a workpiece in a manner that 
compensates for the wear measured (Abstract; Col. 3, lines 1 - Col. 5, lines 23, the 
examiner respectfully submits that the grinding wheel provided to be movable based on 
its trajectory which is calculated as a function of the wear measurements is continuously 
feeding said tool into contact with a workpiece). 

20. The method of claim 19, wherein said step of continuously feeding is 
determined by assessing a machining path as it relates to at least one of a speed of 
rotation of said tool and a period of time that the tool has been in contact with the 
workpiece (Abstract; Col. 3, lines 1 - Col. 5, lines 23, trajectory as it relates to one or 
more cycles). 

1 . A method for machining a workpiece, comprising: 

providing a rotating tool having at least one cutting edge (Figs. 1 , 2, element 1 1 ); 

interrupting, at a predetermined time interval, a machining operation utilizing the 
rotating tool (Col. 3, lines 3-36; Col. 2, lines 57-63, the deburring of a part and the 
measurement of a point continued alternately, and/or for example, 8 cycles); 
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performing a measurement on the rotating tool during said interruption to 
determine a wear measurement (Col. 3, lines 1 - Col. 5, lines 23, the measurement of a 
point); 

continuing the machining operation by returning the rotating tool into a feed 
position substantially identical to a feed position of the rotating tool prior to the 
interruption (Col. 3, lines 1 - Col. 5, lines 23, the examiner respectfully submits that the 
deburring of a part and the measurement of a point continued alternately, wherein the 
trajectory is not yet calculated the grinding wheel is not yet displaced to compensate for 
wear (until for example, 8 cycles, see Col. 3, lines 29-36) is continuing the machining 
operation by returning the rotating tool into a feed position substantially identical to a 
feed position of the rotating tool prior to the interruption); and 

feeding the tool into contact with a work piece in a manner to compensate for the 
wear measurement determined (Abstract; Col. 3, lines 1 - Col. 5, lines 23, the examiner 
respectfully submits that the grinding wheel provided to be movable based on its 
trajectory which is calculated as a function of the wear measurements is continuously 
feeding said tool into contact with a workpiece). 

2. The method according to claim 1 , wherein one of a speed of the rotating tool 
or a period of time of a continuous feed of the tool is defined in relation to a machining 
path (Abstract; Col. 3, lines 1 - Col. 5, lines 23, trajectory as it relates to one or more 
cycles). 
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3. The method according to claim 1 , wherein one of a speed of the rotating tool 
or a period of time of a continuous feed of the tool is defined through a machining time 
(Abstract; Col. 3, lines 1 - Col. 5, lines 23, cycles). 

4. The method according to claim 1 , wherein one of a speed of the rotating tool 
or a period of time of a continuous feed of the tool is defined through the wear 
measured (Abstract; Col. 3, lines 1 - Col. 5, lines 23, cycles). 

5. The method according to claim 1 , further comprising generating at least one of 
an error message or a warning message transmitted if a wear measurement is not 
being completed by the expiration of a predetermined time interval set for carrying out a 
wear measurement. Claim scope is not limited by claim language that suggests or 
makes optional but does not require steps to be performed (MPEP 21 1 1 .04). The 
claimed condition of "if a wear measurement is not being completed by the expiration of 
a predetermined time interval set for carrying out a wear measurement" is made 
optional by the terminology used in the claim because the claim never requires that "a 
wear measurement is not completed by the expiration of a predetermined time interval 
set for carrying out a wear measurement". The claimed condition of the "if would not 
ever reasonably occur in the prior art reference because the prior art reference does not 
teach "a wear measurement is not completed by the expiration of a predetermined time 
interval set for carrying out a wear measurement". Therefore, since the claimed 
condition of "if would not ever reasonably occur in the prior art reference, the limitations 
which are only conditionally required based on the claimed condition occurring are not 
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required by the claim. Therefore the claim fails to patentably distinguish over the 
teachings of the reference. 

6. The method according to claim 1, wherein the wear measurement comprises 
measuring wear along the entire cutting edge of the tool (See Figs. 3-6, Col. 3, lines 9 - 
Col. 4, lines 20). 

7. The method according to claim 1 , further comprising compensating for the 
wear measured by performing corrections carried out sectionwise for individual small 
sections along a cutting edge of the tool (Col. 3, lines 9 - Col. 4, lines 20). 

8. The method according to claim 1 , wherein the wear measurement comprises a 
measurement on an enveloping body formed during rotation of the tool (See Figs. 3-6, 
Col. 3, lines 9 - Col. 4, lines 20, See also paragraph 19 of the instant specification, 
enveloping body is broad). 

9. The method according to claim 1 , wherein the tool is fed for wear correction in 
a direction perpendicular to a workpiece surface (See Figs. 1 -2, Col. 3, lines 9 - Col. 4, 
lines 20). 

10. The method according to claim 9, wherein said method is carried out on the 
basis of an engagement point of the cutting edge of the tool as predetermined by a 
machining program (Col. 3, lines 9 - Col. 4, lines 20, Col. 2, lines 57-63). 

1 3. The method according to claim 1 , further comprising changing the tool when 
a predetermined maximum total wear of the tool has been reached. Claim scope is not 
limited by claim language that suggests or makes optional but does not require steps to 
be performed (MPEP 21 1 1 .04). The claimed condition of "when a predetermined 
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maximum total wear of the tool has been reached" is made optional by the terminology 
used in the claim because the claim never requires that "a predetermined maximum 
total wear of the tool has been reached". The claimed condition of "when" would not 
ever reasonably occur in the prior art reference because the prior art reference does not 
teach "a predetermined maximum total wear of the tool has been reached". Therefore, 
since the claimed condition of "when" would not ever reasonably occur in the prior art 
reference, the limitations which are only conditionally required based on the claimed 
condition occurring are not required by the claim. Therefore the claim fails to patentably 
distinguish over the teachings of the reference. 

17. The method according to claim 1, wherein the machining operation is carried 
out in a linear fashion (Col. 3, lines 37-45). 

Claim Rejections - 35 USC § 103 

The following is a quotation of 35 U.S.C. 1 03(a) which forms the basis for all 
obviousness rejections set forth in this Office action: 

(a) A patent may not be obtained though the invention is not identically disclosed or described as set 
forth in section 102 of this title, if the differences between the subject matter sought to be patented and 
the prior art are such that the subject matter as a whole would have been obvious at the time the 
invention was made to a person having ordinary skill in the art to which said subject matter pertains. 
Patentability shall not be negatived by the manner in which the invention was made. 

5. Claims 1-10, 13-16, 18, 19-20 are rejected under 35 U.S.C. 103(a) as being 
unpatentable over U.S. Pat. No. 5,816,892 to Lunn in view of U.S. Pat. No. 5,871 ,391 to 
Pryor. 

Lunn teaches the following: 
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19. A method for machining a workpiece by means of a rotating tool provided 
with at least one cutting edge (Fig. 1 , tool 20), in which method a machining operation, 
comprising: 

the tool, after conducting a wear measurement thereof, is in a feed position 
assumed by the tool (Fig. 2, Col. 4, lines 24-65); 

continuously feeding said tool into contact with a workpiece in a manner that 
compensates for the wear measured (Fig. 2, Col. 4, lines 24-65, increase speed to 
increase deflection and adjust for wear). 

20. The method of claim 19, wherein said step of continuously feeding is 
determined by assessing a machining path as it relates to at least one of a speed of 
rotation of said tool and a period of time that the tool has been in contact with the 
workpiece (Figs. 2-4, Col. 3, lines 26 - Col. 4, line 65). 

1 . A method for machining a workpiece, comprising: 
providing a rotating tool having at least one cutting edge (Fig. 1 , tool 20); 
a machining operation utilizing the rotating tool (whole document); 
performing a measurement to determine a wear measurement (Fig. 2, Col. 4, 
lines 24-65); 

continuing the machining operation (Fig. 2, Col. 4, lines 24-65); and 

feeding the tool into contact with a work piece in a manner to compensate for the 

wear measurement determined (Fig. 2, Col. 4, lines 24-65, increase speed to increase 

deflection and adjust for wear). 
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2. The method according to claim 1 , wherein one of a speed of the rotating tool 
or a period of time of a continuous feed of the tool is defined in relation to a machining 
path (Figs. 2-4, Col. 3, lines 26 - Col. 4, line 65). 

3. The method according to claim 1 , wherein one of a speed of the rotating tool 
or a period of time of a continuous feed of the tool is defined through a machining time 
(Figs. 2-4, Col. 3, lines 26 - Col. 4, line 65). 

4. The method according to claim 1 , wherein one of a speed of the rotating tool 
or a period of time of a continuous feed of the tool is defined through the wear 
measured (Figs. 2-4, Col. 3, lines 26 - Col. 4, line 65). 

5. The method according to claim 1 , further comprising generating at least one of 
an error message or a warning message transmitted if a wear measurement is not 
being completed by the expiration of a predetermined time interval set for carrying out a 
wear measurement. Claim scope is not limited by claim language that suggests or 
makes optional but does not require steps to be performed (MPEP 21 1 1 .04). The 
claimed condition of "if a wear measurement is not being completed by the expiration of 
a predetermined time interval set for carrying out a wear measurement" is made 
optional by the terminology used in the claim because the claim never requires that "a 
wear measurement is not completed by the expiration of a predetermined time interval 
set for carrying out a wear measurement". The claimed condition of the "if would not 
ever reasonably occur in the prior art reference because the prior art reference does not 
teach "a wear measurement is not completed by the expiration of a predetermined time 
interval set for carrying out a wear measurement". Therefore, since the claimed 
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condition of "if would not ever reasonably occur in the prior art reference, the limitations 
which are only conditionally required based on the claimed condition occurring are not 
required by the claim. Therefore the claim fails to patentably distinguish over the 
teachings of the reference. 

6. The method according to claim 1, wherein the wear measurement comprises 
measuring wear along the entire cutting edge of the tool (Figs. 2-4, Col. 3, lines 26 - 
Col. 4, line 65, cutting teeth 23, See Fig. 1). 

7. The method according to claim 1 , further comprising compensating for the 
wear measured by performing corrections carried out sectionwise for individual small 
sections along a cutting edge of the tool (Figs. 2-4, Col. 3, lines 26 - Col. 4, line 65, 
adjustment closed loop, ongoing basis). 

8. The method according to claim 1 , wherein the wear measurement comprises a 
measurement on an enveloping body formed during rotation of the tool (Figs. 2, element 
23). 

9. The method according to claim 1 , wherein the tool is fed for wear correction in 
a direction perpendicular to a workpiece surface (Fig. 1 , Col. 4, lines 24-60). 

10. The method according to claim 9, wherein said method is carried out on the 
basis of an engagement point of the cutting edge of the tool as predetermined by a 
machining program (Figs. 2-4, Col. 3, lines 26 - Col. 4, line 65). 

1 3. The method according to claim 1 , further comprising changing the tool when 
a predetermined maximum total wear of the tool has been reached (Col. 4, lines 24-60). 
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15. The method according to claim 1, further comprising, after the wear 
measurement has been formed, continuing the machining operation at a slightly 
superelevated level to compensate for errors caused by wear on the tool and to 
compensate for elastic deformations of the tool (Figs. 2-4, Col. 3, lines 26 - Col. 4, line 
65). 

16. The method according to claim 15, wherein the machining operation is 
carried out in at least one of a lateral direction or in a normal direction relative to a 
surface of the workpiece in order to compensate for any lateral deviations of the tool 
(Figs. 2-4, Col. 3, lines 26 - Col. 4, line 65). 

18. The method according to claim 1, wherein the machining operation is carried 
out in a non-linear fashion (Fig. 3). 

Referring to claims 1,19, Lunn fails to teach the machining operation is 
interrupted at predetermined time intervals, the tool is moved away from the workpiece, 
a wear measurement is subsequently carried out on the tool during the interruption, 
returning the tool, after conducting a wear measurement thereof, into a feed position 
substantially identical to a feed position assumed by the tool before an interruption of a 
machining operation and within a subsequent period of time after said returning step. 
Referring to claim 14, Lunn fails to teach further comprising continuing the machining 
operation with a replacement tool by positioning said replacement tool at substantially 
the same place that said rotating tool occupied prior to said step of interrupting and 
continuing the feed of the replacement tool against the workpiece using a smaller value 
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such that the replacement tool is not yet in engagement with the workpiece at the 
beginning of the continued machining operation. 

Referring to claims 1, 19, 14, Pryor teaches a machining operation is interrupted 
at predetermined time intervals, the tool is moved away from the workpiece, a wear 
measurement is subsequently carried out on the tool during the interruption, and then 
the tool is returned, after conducting a wear measurement thereof, into a feed position 
substantially identical to a feed position assumed by the tool before an interruption of a 
machining operation and within a subsequent period of time after said returning step 
(Col. 29, lines 46 - Col. 30, lines 49, taking action regarding the tool, only if necessary; 
Col. 40, lines 42 - Col. 42, line 37, "returning said tool to said working position", and if 
not necessary then not adjusting said working position, not modifying tool, or not 
exchanging tool); further comprising continuing the machining operation with a 
replacement tool by positioning said replacement tool at substantially the same place 
that said rotating tool occupied prior to said step of interrupting and continuing the feed 
of the replacement tool against the workpiece using a smaller value such that the 
replacement tool is not yet in engagement with the workpiece at the beginning of the 
continued machining operation (Col. 29, lines 46 - Col. 30, lines 49, Col. 40, lines 42 - 
Col. 42, line 37). 

Lunn and Pryor are analogous art because they are from the same field of 
endeavor, machining. 

Since Pryor teaches a wear measurement and tool replacement technique that 
enables improvements to turning, grinding milling and other machining processes using 
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electro-optical sensors for analyzing images or patterns related to tools used to work 
objects; wherein unique electro-optical sensing methods and apparatus are capable of 
high accuracy measurement required for modern industry; wherein a two axis image 
analysis of the backlit tool edge is performed to determine tool position, damage, or 
wear, and where desired appropriate control steps taken to change the tool; wherein the 
tool itself is equipped with optically sensed contact members according to the invention 
to measure the part produced with the tool, or to determine the deflection of the tool 
(Abstract); further enabling tool inspection to be done during part load unload cycles to 
cause the least effect on cycle time of the machine; wherein tool contour variation due 
to wear and the progressive degradation of the tool can be charted to allow a prediction 
to be made of the point of tool breakage, with such a prediction, tool inspections and 
part inspection frequency can be raised toward the end of tool life to assure that proper 
function is maintained (Col. 40, lines 23-41), it would have been obvious to one of 
ordinary skill in the art to apply the technique of the wear measurement and tool 
replacement as taught by Pryor to improve Lunn for the predictable results of enabling 
improvements to turning, grinding milling and other machining processes using electro- 
optical sensors for analyzing images or patterns related to tools used to work objects; 
wherein unique electro-optical sensing methods and apparatus are capable of high 
accuracy measurement required for modern industry; wherein a two axis image analysis 
of the backlit tool edge is performed to determine tool position, damage, or wear, and 
where desired appropriate control steps taken to change the tool; wherein the tool itself 
is equipped with optically sensed contact members according to the invention to 
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measure the part produced with the tool, or to determine the deflection of the tool 
(Abstract); further enabling tool inspection to be done during part load unload cycles to 
cause the least effect on cycle time of the machine; wherein tool contour variation due 
to wear and the progressive degradation of the tool can be charted to allow a prediction 
to be made of the point of tool breakage, with such a prediction, tool inspections and 
part inspection frequency can be raised toward the end of tool life to assure that proper 
function is maintained (Col. 40, lines 23-41). 

6. Claims 11-12 are rejected under 35 U.S.C. 1 03(a) as being unpatentable over 
Husson or Lunn/Pryor, as applied to the claims above, and further in view of U.S. Pat. 
No. 7,089,081 to Palmgren. 

Husson or Lunn/Pryor fail to teach wherein said method is performed using an 
online calculation of one or more engagement points of the cutting edge of the tool said 
calculation being dependent upon the amount of material removed from the workpiece; 
wherein a predetermined time interval is determined on the basis of material removed 
by a cutting edge of the tool. 

Palmgren teaches a tool is fed for wear correction in a direction perpendicular to 
a workpiece surface; wherein said method is performed using an online calculation of 
one or more engagement points of the cutting edge of the tool said calculation being 
dependent upon the amount of material removed from the workpiece; wherein a 
predetermined time interval is determined on the basis of material removed by a cutting 
edge of the tool (Figs. 3-8, Col. 3, lines 60 - Col. 10, lines 44). 
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Husson or Lunn/Pryor and Palmgren are analogous art because they are from 
the same field of endeavor, machining. 

Since Palmgren teaches wear correction technique that enables an abrasive 
manufacturing process to achieve a controlled performance parameter, e.g., an amount 
of material removal, without requiring the use of feedback controls within the abrasive 
manufacturing process, for example, a system includes a machine to abrade a 
workpiece with an abrasive article, and a controller to control the application of the 
abrasive article to the workpiece by the machine to achieve a substantially constant cut 
rate for the abrasive article, wherein the controller controls one or more process 
variables in accordance with an open-loop mathematical model that relates the cut rate 
of the abrasive article to an application force of the abrasive article to achieve controlled 
material removal, for example, a constant rate of cut can be achieved or a fixed amount 
of material can be removed while abrading one or more workpiece in accordance with 
the model (Abstract); and further enables an abrasive manufacturing process to achieve 
a substantially controlled cut or finish without requiring the use of feedback controls 
within the abrasive manufacturing process, moreover, the techniques may reduce the 
need for manual quality control measurements of the abraded workpiece, and manual 
adjustments to the abrasive manufacturing process; further enabling reduction in any 
variability between workpieces, more specifically, the techniques may be used to model 
and compensate for wear to the abrasive article over a period of time, wherein by 
automatically adjusting process variables, e.g., application force, based on the duration 
of use, the techniques can be used to more precisely abrade workpieces; further 
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enables an increased number of workpieces to be processed using a common abrasive 
article, for example, application of the techniques to achieve a substantially constant cut 
on a series of workpieces may reduce the time used for each workpiece during the 
initial stages of the abrasive's life, i.e., when the abrasive article is new, and the 
abrading time may be increased later in the life of the abrasive article, as a result, the 
abrasive article may experience reduced wear on the initial workpieces in comparison 
with conventional techniques that utilize a fixed abrading time for each workpiece 
throughout the life of the abrasive article (Col. 3, lines 1-26), it would have been obvious 
to one of ordinary skill in the art to apply the technique of the wear correction as taught 
by Palmgren to improve Husson or Lunn/Pryor for the predictable results of enabling an 
abrasive manufacturing process to achieve a controlled performance parameter, e.g., 
an amount of material removal, without requiring the use of feedback controls within the 
abrasive manufacturing process, for example, a system includes a machine to abrade a 
workpiece with an abrasive article, and a controller to control the application of the 
abrasive article to the workpiece by the machine to achieve a substantially constant cut 
rate for the abrasive article, wherein the controller controls one or more process 
variables in accordance with an open-loop mathematical model that relates the cut rate 
of the abrasive article to an application force of the abrasive article to achieve controlled 
material removal, for example, a constant rate of cut can be achieved or a fixed amount 
of material can be removed while abrading one or more workpiece in accordance with 
the model (Abstract); and further enables an abrasive manufacturing process to achieve 
a substantially controlled cut or finish without requiring the use of feedback controls 
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within the abrasive manufacturing process, moreover, the techniques may reduce the 
need for manual quality control measurements of the abraded workpiece, and manual 
adjustments to the abrasive manufacturing process; further enabling reduction in any 
variability between workpieces, more specifically, the techniques may be used to model 
and compensate for wear to the abrasive article over a period of time, wherein by 
automatically adjusting process variables, e.g., application force, based on the duration 
of use, the techniques can be used to more precisely abrade workpieces; further 
enables an increased number of workpieces to be processed using a common abrasive 
article, for example, application of the techniques to achieve a substantially constant cut 
on a series of workpieces may reduce the time used for each workpiece during the 
initial stages of the abrasive's life, i.e., when the abrasive article is new, and the 
abrading time may be increased later in the life of the abrasive article, as a result, the 
abrasive article may experience reduced wear on the initial workpieces in comparison 
with conventional techniques that utilize a fixed abrading time for each workpiece 
throughout the life of the abrasive article (Col. 3, lines 1-26). 

Conclusion 

7. Any inquiry concerning this communication or earlier communications from the 
examiner should be directed to Sean P. Shechtman whose telephone number is 
(571)272-3754. The examiner can normally be reached on 9:30am-6:00pm, M-F. 

If attempts to reach the examiner by telephone are unsuccessful, the examiner's 
supervisor, Albert Decady can be reached on (571) 272-3819. The fax phone number 
for the organization where this application or proceeding is assigned is 571-273-8300. 
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Information regarding the status of an application may be obtained from the 
Patent Application Information Retrieval (PAIR) system. Status information for 
published applications may be obtained from either Private PAIR or Public PAIR. 
Status information for unpublished applications is available through Private PAIR only. 
For more information about the PAIR system, see http://pair-direct.uspto.gov. Should 
you have questions on access to the Private PAIR system, contact the Electronic 
Business Center (EBC) at 866-217-9197 (toll-free). If you would like assistance from a 
USPTO Customer Service Representative or access to the automated information 
system, call 800-786-9199 (IN USA OR CANADA) or 571-272-1000. 

SPS 

Sean P. Shechtman 
August 29, 2010 

/Sean P. Shechtman/ 

Primary Examiner, Art Unit 2121 



